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Amen^jmenTs to the qaims: 

1 . (cuirently amended) A consumable insert ^nLcomprising a meial-comprisuig material 
and melting point depressant material, the melting point depressant material comprising nickel- 
boron having a concentration that is greater proximate a center region of the consumable insert 
foil t han proximate an exterior surface region of the consumable inseitj^il. 

2. (currently amended) The consumable insert foil o f claim I, further comprising an upper 
layer of a sheath material opposed a lower layer of a shcaih material and the melting point 
depressant contained there between. 

3. (cuiTently amended) The consumable insert foil o f claim 2» wherein the upper layer and 
lower layers have been mechanically pressed together to provide the insert with a desired cross- 
sectional thickness. 

4- (currently amended) The consumable insert foil o f claim 2, wherein ihe sheaih material 
comprises nickel. 

5. (cancelled) 

6. (cancelled) 

7- (previously presented) A consumable insert comprising: 
a sheath having a desired ribbon shape; and 

particles of an MOrAlY alloy material exhibiting a ductility of less than 1 8% tensile 
elongation contained by the sheath. 

S. (original) The consumable insert of claim 7, wherein the material exhibits a ductility of 
less than 1 5% tensile elongation. 
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9. (original) The consumable insert of claim 7, wTiereia the material exhibits a ductility of 
less than 10% tensile elongation, 

10. (cancelled) 

1 1 . (cancelled) 

12. (original) The consiuuable insert of claim 7, wherein the sheath comprises nickel. 

13. (cancelled) 

14. (cancelled) 
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1 5* (previously presented) A method of transient liquid phase bonding using a consumable 
inseit, the method comprising: 

forming ^ consumable insert comprising a metal-comprising material and melting point 
depressant material, the melting point depressant tn^terial having a melting point depressant 
concentration flwt is greater proximate a center region of the insen than proximate an exterior 
surface region of the insert; 

capturing the consumable insert between two work pieces to he joined by transient liquid 
phase bonding; 

heating the work pieces and the consumable insert to a temperature sufiiciently high to 
raeli the consumable insen; and 

maintaining the temperature sufficiently high for the meliing point depressant to difiUse 
into the work pieces to an extent sufficient fur the coi^sumable insert to solidify to form a joint 
between the work pieces, 

wherein fomiing the consumable insert further comprises: 

depositing particles of the melting point depressant into a hollow center of a mbe 
of sheath material; and 

flattening the tube iato a ribbon shape having the particles of the melting point 
depressant in the center region and having the sheath material in the exterior surface region. 

1 6, (original) The method of claim 1 5, further comprising selecting ihe sheath material to 
comprise nickel. 

17- (original) The method of claim 16, further comprising selecting the melting point 
depressant to comprise one of the group of boron, nickel and phosphorous. 
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18, . (pceviQusly presorted) A m«tho4 of tmvsient liquid pha» 1x>xi4ing using a conswnsibl^ 
insert, the method comprising: 

fonning a consumable insen comprising a meml-comprising material mid rndting point 
depressant material, the melting point depressant material having a melting point depressant 
concentration that is greater proximate a center region of the insert than proximate an exterior 
surface region of the insert; 

capturing the consxunable insert between two work pieces to be joined by transient liquid 
phase bonding^ 

heating the work pieces and the consumable insert to a temperature sufficiently high to 
roelt the consumable insert; and 

maintaining the temperature sufficiently high for the mehing point depressant to diffiise 
into the work pieces to an extent sufficient for the consumable insert to soUdily to tbrm a joint 
between the work pieces, 

wherein forming the consumable insert ftuther comprises; 

depositing particles of the melting point depressant into a U-shaped plate of 
sheath material; 

fonning the U-shaped plate into a mbe; and 

tlattcning the tube into a ribbon shape having the particles of the melting point 
depressant in the center region and having the sheath material in the exterior surface region. 
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19. (previously presented) A meTliod of transient liquid phase bonding using a consunmble 
insen, the method comprising: 

fonning a consumable insert comprising a metal-comprising material and melting poim 
depressant material, the melting point depressant material having a melting point depressant 
concentration that is greater proximate a center region of the insert than proximate an exterior 
surface region of the insert; 

capturing the consumable insert between two work pieces to be joined by transient liquid 
phase bonding; 

heating the work pieces and the consumable insert to a temperature sufficiently high to 
melt the consumable insert; and 

maintaining the temperature sufficiently high for the melting point depressant to diffuse 
into the work pieces to an extent sufticient for the consumable insert to solidify to form a joint 
between the work pieces, 

wherein forming the consumable insert funher comprises: 

depositing particles of the melting poim depressant onto a lower plate of sheatlt 

material; 

covering the particles with an upper plate of sheath material; and 
flattening the upper and lower plates together to a desired thickness to form the 
consumable insert. 

20. (original) The method of claim 19, funher comprising stsaling adjoining edges of the 
upper plate and the lower plate together to capmre the particles there between prior to the step of 
flattentog. 

2 1 . (previously presented) The method of claim 1 9, further comprising subjecting the 
consumable insert to a diffusion heat treatment regiment prior to the step of beating. 
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22. (previously preseAted) A method of material deposition utilizing a cpnsiimable insert, the 
method comprising: 

providing a consumable insqt comprising a sheath fanned to a desir^ ribbon shape and 
particles of an MCrAlY alloy material contained by the sheath; and 
melting the insert onto a surface of a work piece; and 
(blowing the melt to cool to form a coating. 

23. (cancelled) 

24. (cancelled) 
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